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demagnetising fixture after grinding.    Other methods of holding the
work are similar to those used in shaping and planing machine practice.

Centreless Grinding. In this process the work is supported bv a
support blade and is held up to the grinding wheel by a regulating wheel
as indicated in Fig. 291. The speed of rotation of the work is deter-
mined by that of the regulating wheel and may range from 50 to 200 ft.
per minute. The supporting surface of the support blade is inclined to
the line OP joining the centres of the two wheels at some angle y. as
shown and this angle varies with the work being ground, but is usually
between 3 and 20 degrees. The support blade is positioned so that the
axis of the work lies slightly above the line OP except in machines
operating on long bars or rods, when the work centre is kept below the
line OP. Raising the axis of the work speeds up the rounding action,
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which occurs roughly as.follows. Suppose the work to have a high spot
on it, then, when that spot comes into contact with the regulating wheel
the work will be pushed towards the grinding wheel and a low spot will
be formed on the other side of the work, but, because of thz inclination of
the support blade surface and because the axis of the work is above the line
OP, the low spot will not be quite opposite the high spot nor will the
depth of the " recess " formed be as large as the height of the " bump."
When the high spot comes round into contact with the grinding wheel
the previously formed low spot will not be in contact with the regulating
wheel and so the high spot will be ground off. Now consider a body
having a low spot on it. When the low spot comes round into contact
with the support blade the work will sink slightly and, since the grinding
and regulating wheel surfaces are closer together at RS than they are at
TU, the grinding wheel will grind away the work slightly. Thus,
whether the work has high or low spots on it, it will ultimately be brought
to a circular cross-section and, actually, the process is a rapid one.

The regulating wheel is usually a rubber bonded grinding wheel of
fine grit (about 80) and strong bond, but vitrified wheels are also used
although they do not give such good surface finishes. The grinding